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Description
Field of the Invention

[0001] This invention relates to a needle-equipped sy-
ringe barrel and a needle-equipped syringe in which a
needle is suitably fixed to a syringe nozzle, and a mold
and method for molding thereof.

Background Technology

[0002] Heretofore, there have been known syringes in
which a needle is integrally fixed to a glass syringe barrel
as a needle-equipped syringe. The needle should be se-
curely fixed to a syringe nozzle in such needle-equipped
syringes, however, it is not easy to keep a tightly closed
condition between the needle and the glass syringe noz-
zle to be fixed thereto because of inferior compatibility
between metal and glass.

[0003] Further, as dimensional accuracy of conven-
tional needle-equipped glass syringe barrels is generally
low, it is difficult to mass produce them stably. In a con-
ventional method of glass syringe barrel production, a
thin metal bar such as tungsten is temporarily set at a
nozzle head to form a hole for needle during glass mold-
ing, which is removed to fix a needle after the syringe
barrel is molded.

[0004] Accordingto this method, however, metal (tung-
sten) might remain and stick in the syringe barrel and is
to be washed off by an additional after treatment, or else
an interaction of the metal with injection liquid would
arose a problem of aggregation caused by an insoluble
substance.

[0005] In order to avoid disadvantages as described
above, a resin syringe barrel has also been produced by
injection molding as shown, for example, in Fig. 8. Ac-
cording to such a conventional method, it is an essential
process to fix a needle 82 to a nozzle 83 by means of an
adhesive 84 to complete a syringe barrel 81, thereby in-
conveniently lowering the productivity. A ingredient of the
adhesive might cause a problem of injection contamina-
tion.

[0006] There has been proposed another type of nee-
dle-equipped resin syringe barrel produced by injection
molding for the purpose of resolving above mentioned
inconvenience (see, for example, Japanese Patent A No.
9-66104 as a cited patent literature No. 1) . In this case,
the process of injection molding itself is advantageous
to mass production, however, fixing strength of the nee-
dle to the syringe barrel should necessarily be guaran-
teed.

[0007] As is unclear from the patent literature No. 1,
no novel technique has been known on a connecting
structure of the needle and the syringe nozzle or a struc-
ture of mold, for example, a setting manner of the needle
in the mold. That is to say, a technique to integrate the
needle and the resin syringe barrel is quite poor at
present.
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[0008] Injection molding of needle-equipped syringe
barrels using a synthetic resin is anticipated to be done
in the following manner.

[0009] A core plate 930 is closed, followed by introduc-
tion of a needle carrying rod 94 provided with a needle
95 on a head thereof into a space formed by a cavity
plate 910 as shown in Fig. 9(A). The needle 95 is then
arranged in a needle holding hole H formed on a runner
plate 920 and the carrying rod 94 is receded upward as
shown in Fig. 9 (B) .

[0010] Aninner mold 94 is inserted in the above men-
tioned space as shown in Fig. 9(C). In this situation, a
cavity of a definite gap is formed between an outer sur-
face of the inner mold 94 and a hollow wall surface of the
cavity plate 910, which is not shown in the figure.
[0011] A resin is injected into the cavity as shown in
Fig. 9 (D) in which symbols M and r designate thus in-
jected resin and a runner molded part as a runner product
molded by arunner R, respectively. Then, the cavity plate
910 and a core plate 930 are opened to take out a syringe
barrel 91 as shown in Fig. 10, while the runner product r
is also taken out.

DETAILED DESCRIPTION
Problems to be solved by the Invention

[0012] An end of the inner mold 94 should be a struc-
ture as shown in Fig. 11(A) and (B) so as to prevent an
injected material from permeating into a needle capillary.
More precisely, it is necessary to form a concave portion
at a tip portion of the inner mold 94 so as to plunge a
needle rear end opposite to a needle head, and to control
such permeation from the needle rear end. As a result,
height D of the end portion extruded toward an inner hol-
low portion of the syringe barrel inevitably increases,
thereby leaving a considerable amount of an injection
liquid in a syringe after injection is done.

[0013] Further, a silicone resin or silicone oil is some-
times coated or deposited on the inside surface of the
syringe barrel 91 to slide a piston more easily, but might
arise various anxiety such as adsorption of effective in-
gredients in the injection liquid, formation of insoluble
substances as a reaction product thereof with the injec-
tion liquid, i.e., aggregation, and bad influence upon hu-
man body caused by a mixture thereof with the liquid
injected in the body.

[0014] Accordingly, it is an object of the invention to
provide a needle-equipped syringe barrel and a needle-
equipped syringe in which a needle is securely fixed to
the syringe barrel while steadily keeping adhesivity or
sealability around a fixing portion thereof to a syringe
nozzle, and a mold as well as a method for preparing the
needle-equipped syringe barrel.

[0015] Another object of the invention is to provide a
needle-equipped syringe comprising said needle-
equipped syringe barrel as a composing element without
arising problems derived from a silicone resin compo-
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nent.

[0016] Yetanother object of the invention is to provide
aneedle-equipped syringe barrel and a needle-equipped
syringe in which an injected material is less permeable
into a needle capillary when the syringe barrel is injection
molded and height of a needle end opposite to a needle
head extruded toward an inner hollow portion of the sy-
ringe barrel is decreased, a mold and method for molding
said syringe barrel.

Means to solve the problems

[0017] A needle-equipped syringe barrel of the inven-
tion comprises the following items (1) to (3):

(1) A needle-equipped syringe barrel in which a met-
al needle of 25 to 34 G in thickness is integrally
equipped to a synthetic resin syringe nozzle by inte-
gral molding, characterized in that an area where the
needle comes into contact with the syringe nozzle
falls in a range of 11 to 50 mm?Z;

(2) A needle-equipped syringe barrel described in
item (1) in which height of a needle rear end extruded
toward an inner hollow portion thereof opposite to a
needle head falls within arange of 0.4 to 11 mm; and
(3) A needle-equipped syringe barrel in which a met-
al needle is integrally equipped to a synthetic resin
syringe nozzle by integral molding, characterized in
that height of a needle rear end extruded toward an
inner hollow portion thereof opposite to a needle
head falls in a range of 0.4 to 11 mm.

[0018] A needle-equipped syringe of the invention
comprises the following item (4):

(4) A needle-equipped syringe barrel comprising a
syringe barrel described in any item (1), (2) or (3),
characterized in that the syringe barrel is not inner-
treated and a piston thereof is laminated with a flu-
orine resin.

[0019] A mold for molding a needle-equipped syringe
barrel comprises the following items (5) and (6):

(5) A mold for preparing a needle-equipped syringe
barrel comprising an inner mold of a contour corre-
sponding to an interior contour of the inner syringe
barrel, in which a concave portion is formed at a tip
portion thereof to hold a needle rear end opposite to
a needle head, and an outer mold of a contour cor-
responding to exterior contours of an outer syringe
barrel and of an outer syringe nozzle, characterized
in that a needle is kept in a region corresponding to
a needle head in the outer mold, a needle holder
being fitted to elastically push up the needle rear end
to the concave portion of the inner mold; and

(6) A mold for molding a needle-equipped syringe
barrel described in item (5) in which the needle rear
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end opposite to the needle head is pressed to the
concave portion of the inner mold by pinning the nee-
dle head against an elastic material or spring through
a needle head protector when the mold is closed.

[0020] A method for molding a needle-equipped sy-
ringe barrel of the invention comprises the following item

(7):

(7) A method for molding a needle-equipped syringe
barrel by arranging an inner mold of a contour cor-
responding to an interior contour of the inner syringe
barrel, in which a concave portion is formed at a tip
portion thereof to hold a needle rear end opposite to
a needle head, in an outer mold of a contour corre-
sponding to exterior contours of the outer syringe
barrel and of an outer syringe nozzle, characterized
in that a needle is kept in a region corresponding to
a needle head and the needle rear end opposite to
a needle head is pressed to the concave portion of
the inner mold so as to prevent a material to be in-
jection molded from flowing into a capillary of the
needle through the needle rear end.

Effects of the Invention

[0021] According to the invention, the needle can be
securely fixed to the syringe barrel while steadily keeping
adhesivity or sealability around a fixing portion thereof to
a syringe nozzle.

[0022] Itis also possible to prevent an injected material
from permeating into a needle capillary through the nee-
dle rear end when the syringe barrel is injection molded
and to decrease height of a needle end opposite to a
needle head extruded toward an inner hollow portion of
the syringe barrel.

[0023] Further, it is possible to provide a needle-
equipped syringe comprising said needle-equipped sy-
ringe barrel as a composing element without arising prob-
lems derived from a silicone resin component.

BRIEF DESCRIPTION OF THE DRAWINGS
[0024]

Fig. 1 is an illustration of a needle-equipped syringe
barrel of the invention, in which (A) is a side section,
(B) is an elevation in the direction F1 and (C) is a
rear elevation in the direction F2.

Figs. 2 (A), (B) are enlarged views of a syringe barrel
shown in Fig. 1 in the vicinity of a nozzle, in which
(B) shows an embodiment in case where length §
extruded toward inner hollow portion S of the syringe
barrel is formed larger than that of (A).

Fig. 3(A) is a schematic illustration of a needle-
equipped syringe barrel and a similar syringe which
inner surface is not treated and Fig. 3(B) is a sche-
matic illustration of a fluorine resin-treated piston.
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Figs. 4 is a sectional illustration of a mold used for
molding a needle-equipped syringe, in which (A) to
(D) illustrate a manner to mold the syringe barrel.
Figs. 5 is a sectional illustration of a mold used for
molding a needle-equipped syringe which illustrates
a manner to take out the molded syringe barrel.
Fig. 6 is a sectional illustration of a needle holder, in
which (A) shows a needle head set in a free situation
and (B) shows a needle forcibly pushed up to an
inner mold side by means of an elastic material.
Fig. 7 is a sectional illustration of another needle
holder, in which (A) shows a needle head set in a
free situation and (B) shows a needle forcibly pushed
up to an inner mold side by means of a spring.

Fig. 8 is a sectional illustration of a conventionally
injection molded syringe barrel in which a needle is
fixed by means of an adhesive.

Fig. 9 is a sectional illustration of a mold used to
conventionally mold a needle-equipped syringe bar-
rel, in which (A) to (D) show a manner of molding.
Fig. 10 is a sectional illustration of a mold used for
conventionally molding a needle-equipped syringe
which illustrates a manner to take out the molded
syringe barrel.

Figs.11 (A), (B) show forms atatip portion of aninner
mold in order to prevent an injected material from
permeating into a needle capillary.

Description of Numerals

[0025]

1 needle-equipped syringe barrel
4 needle holder

10 mold

11 syringe barrel

12 needle

13 piston

14 plunger rod
40 needle holding hole

43 spring

111 outer cylinder

112 flange

113  nozzle (needle fixing portion)
121 needle head

122  rear end portion opposite to needle head
100  cavity plate

200  runner plate

300 core plate

510 needle fitting rod

520  inner mold

THE PREFERRED EMBODIMENTS

[0026] Referring now to the drawings, the invention will
be described in detail.

[0027] Fig. 1is anillustration of a needle-equipped sy-
ringe barrel of the invention, in which (A) is a side section,
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(B) is an elevation in the direction F1 and (C) is a rear
elevation in the direction F2.

[0028] A needle-equipped syringe barrel 1 comprises
a synthetic resin syringe barrel 1 and a metal needle 12.
The syringe barrel 11 comprises an outer cylinder 111,
aflange 112 and a nozzle for fixing the needle 113, while
a rear end portion 122 of the needle 12 opposite to a
needle head extrudes toward an inner hollow portion S
of the syringe barrel 11.

[0029] In general, it is considered that force required
to root up the needle 12 from the nozzle 113 is different
depending on thickness of needles even if structure
thereof is the same. The inventor, however, has found a
tendency that there exists not much difference in such
force when the thickness falls within a certain range. Ac-
cording to the invention, thickness of the needle 12 is 25
to 34 G (about 0.1 to 0.5 mm) based on this finding.
[0030] In this invention, it is important that a contact
area of the needle 12 and the nozzle 113 is in the range
of 11 to 50 mmZ2. For example, length Ln of the nozzle
113 is about 8.3 to 38 mm when an outer diameter of the
needle 12 is 0.42 mm.

[0031] In such a dimension, a contact area of 11 mm?2
is enough to strongly fix the needle 12 to the syringe
barrel 11. In the case of a needle-equipped syringe for
general use such as for an intravenous or intramuscular
injection, the needle 12 is strongly fixed within the contact
area of about 30 mm2 and causes no trouble such as
slipping off of the needle 12 from the syringe barrel during
injection. Under a condition of higher load to the needle
such as an intracartlaginous injection, the contact area
is preferably about 50 mm?2.

[0032] As described above, this invention defines the
range of a contact area of the needle 12 and the nozzle
113.

[0033] As described above, the needle 12 can be se-
curely fixed to the syringe barrel 11, while steadily keep-
ing adhesivity or sealability around afixing portion thereof
to the syringe nozzle 113. In addition, it is possible to
control the contact strength required to root up the needle
12 from the syringe barrel 11 with force of certain strength
or more, which makes it easy to classify the needle 12
and the syringe barrel 11 as a metallic material and plas-
tics, respectively.

[0034] Fig.2 (A)is an enlarged view of a syringe barrel
11 shown in Fig. 1(A) to (C) in the vicinity of a rear end
portion of the needle 12 opposite to a needle head 121.
The rear end portion 122 is pushed against an inner mold
during injection molding as will be described later, which
makes a concave portion, which is designated by a sym-
bol D in Figs. 11 (A), (B), for the rear end portion 122
formed at the tip of the inner mold shallow, thereby de-
creasing height dthereof extruded toward inner hollow
portion S of the syringe barrel 11. The height dmeans
distance from a point of the inner hollow portion S nearest
to the nozzle 113 side to the tip of the rear end portion
122 and substantially equals to D (& = D).

[0035] Fig. 2(B) is an enlarged view of a needle-
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equipped syringe barrel 11 in the vicinity of the rear end
portion 122 opposite to the needle head 121, in which a
thin cylindrical space is formed to the nozzle 113 side of
the inner hollow portion S. As details of the needle-
equipped syringe barrel 11 shown in Fig. 1(A) to (C) and
Fig. 2 (A) is exactly applicable to what is shown in Fig.
2(B), the syringe barrel of Fig. 2(A) will be detailed in the
following.

[0036] Although the value & may vary within the range
of 0.4

to 11 mm, the higher the value 3&is, the more amount of
injection liquid remains in the syringe barrel 11 after in-
jection and the lower the better. When the value 5 ex-
ceeds 3 mm, aresidual amount of the liquid in the syringe
barrel 11 might not be negligible from a economic stand-
point.

[0037] When an inner surface of the syringe barrel 11
is treated with a lubricant such as silicone oil, to slide a
piston more easily, there may arise various anxiety such
as adsorption of effective ingredients in the injection lig-
uid, formation of insoluble substances as a reaction prod-
uct thereof with the injection liquid, i.e., aggregation, and
bad influence upon human body caused by a mixture
thereof with the liquid injected in the body. A needle-
equipped syringe as shown in Fig. 3 is preferably used
when such an inner surface treatment is done. No inner
surface treatment, for example, by means of silicone oil
is applied to the syringe barrel which is not shown in Fig.
3. A laminating treatment using a fluorine polymer such
as PTFE and ETFE is applied to a piston 13 to improve
its sliding properties. A screw portion 141 is formed on
the end of a plunger rod 14 to fit the piston 13.

[0038] Figs.4 and 5 are sectionalillustrations of amold
used for molding a needle-equipped syringe barrel 1
shown in Fig. 1(A) to (C) and Fig. 2(A). Fig. 4 (A) to (D)
and Fig. 5 illustrate manners to mold the needle-
equipped syringe barrel 1 and to take out the molded
product, respectively. In Figs. 4 and 5, an outer mold of
a mold 10 comprises a cavity plate 100, a runner plate
200 and a core plate 300. Other mold composing ele-
ments such as guide pins, ejector pins and many other
plates are not essential to understand the embodiments
of the invention and are omitted herein. A runner R is
formed on the boundary surface between the cavity plate
100 and the runner plate 200.

[0039] First of all, the core plate 300 is opened as
shown in Fig. 4(C) followed by inserting a needle fitting
rod 510 provided with the needle 12 on the end into a
space formed by the cavity plate 100. Then, the needle
is set in a needle holding hole, the rod 510 is receded
upward as shown in Fig. 4(B).

[0040] An inner mold 520 is inserted into the space
formed by the cavity plate 100 after the core plate 300 is
opened as shown in Fig. 4(C). A cavity of a definite gap
is formed between an outer surface of the inner mold 520
and a hollow wall surface of the cavity plate 100, which
is not shown in the figure.

[0041] The needle 12 is set in the needle holding hole
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and the needle head is in a free situation before insertion
of theinner mold 520 as shown in Fig. 6(A). After insertion
thereof, the needle 12 is forced to push up to the inner
mold side by means of an elastic material 42 through a
needle head protecting material 41 as shown in Fig. 6(B),
the direction of pushing up force added to the needle 12
being designated by a bold black arrow A. The needle
head protecting material 41 may be made of soft or elastic
material which does not damage the head and is not stuck
thereby.

[0042] In this situation, the core plate 300 is closed as
shown in Fig. 4 (D), and a resin is injected into the cavity
formed between the outer surface of the inner mold 520
and the hollow wall surface of the cavity plate 100. A
runner molded part as a product molded by the runner
R being designated by a symbol r.

[0043] The cavity plate 100 and the core plate 300 are
then opened to take out the molded needle-equipped sy-
ringe barrel 1 from the mold 10 as shown in Fig. 5, the
runner product r being removed therefrom at the same
time.

[0044] Fig. 7 (A) and (B) is sectional view of another
needle holder 4. A spring 43 is arranged in the holder 4
to forcibly push up to the inner mold side which is not
shown herein (see, Fig. 4(C) and (D) and Fig. 5) by means
a needle head protecting material 41.

[0045] Temperatures of the resin to be molded and the
mold may be about 180 to 450°C and about 30 to 200°C,
respectively.

[0046] In the case of a multiple mold, the runner may
be branched to form runner gates for each cavity.
[0047] The resin to be injection molded according to
the invention is not limited to specific one, however, pref-
erably includes materials optically transparent materials
having glass transition temperature or melting point of
110°C or higher, for example, polyolefin such as poly-
propylene, polymethylpentene and cyclic polyolefin, as
well as polyethylene terephthalate, polyethylene naphta-
late, amorphous polyarylate and the like from a stand-
point of properties and strength as the syringe. Cyclic
polyolefin is particularly desirable because of its high
transparency, steam sterilizability and non-adsorbability
to medicine.

[0048] A stainless needle-equipped syringe barrel 1 of
42 mm in length was prepared by molding a cyclic poly-
olefin resin COP in a mold for 1 ml-syringe controlling
the resintemperature at 280°C under ainjection pressure
of 120 MPa at injection rate of 10 mm/sec (numbers and
symbols used herein are similarto those used in Fig. 1(A)
to (C)). A contact area between the needle 12 and the
nozzle 113, length of the nozzle 113 and extrusion height
S were 17.2 mm2, 13 mm and 1 mm, respectively.
[0049] No permeation ofthe resin was found at the rear
end portion 122 opposite to the head of the needle 12 of
the molded product.

[0050] As a result of root-up test, the needle 12 was
pulled out from the outer sylinder under a forcing condi-
tion of about 35 N.
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[0051] This application is a divisional application of Eu-
ropean patent application no. 08 764 255.9 (the "parent
application"), also published under no. EP-A-2 140 896.
The following items corresponding to the originally filed
claims of the parent application form part of the content
of this description as filed.

ITEMS
[0052]

1. Aneedle-equipped syringe barrel in which a metal
needle of 25 to 34 G in thickness is integrally
equipped to a synthetic resin syringe nozzle by inte-
gral molding, characterized in that an area

where the needle comes into contact with the syringe
nozzle falls in a range of 11 to 50 mm2.

2. A needle-equipped syringe barrel itemed in item
1 in which height of a needle rear end extruded to-
ward an inner hollow portion thereof opposite to a
needle head falls in a range of 0.4 to 11 mm.

3. A needle-equipped syringe barrel in which a metal
needle is integrally equipped to a synthetic resin sy-
ringe nozzle by integral molding, characterized in
that height of a needle rear end extruded toward an
inner hollow portion thereof opposite to a needle
head falls in a range of 0.4 to 11 mm.

4. A needle-equipped syringe barrel comprising a
syringe barrel itemed in any item 1, 2 or 3,
characterized in that the syringe barrel is not inner-
treated and a piston thereof is laminated with a flu-
orine resin.

5. Amoldfor molding a needle-equipped syringe bar-
rel comprising an inner mold of a contour corre-
sponding to an interior contour of the inner syringe
barrel, in which a concave portion is formed at a tip
portion thereof to hold a needle rear end opposite to
a needle head, and an outer mold of a contour cor-
responding to exterior contours of an outer syringe
barrel and of an outer syringe nozzle, characterized
in that a needle is kept in a region corresponding to
a needle head in the outer mold, a needle holder
being fitted to elastically push up the needle rear end
to the concave portion of the inner mold.

6. Amoldfor molding a needle-equipped syringe bar-
rel itemed in item 5 in which the needle rear end
opposite to the needle head is pressed to the con-
cave portion of the inner mold by pinning the needle
head against an elastic material or spring through a
needle head protector when the mold is closed.

7. A method for molding a needle-equipped syringe
barrel by arranging an inner mold of a contour
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corresponding to an interior contour of the inner sy-
ringe barrel, in which a concave portion is formed at
a tip portion thereof to hold a needle rear end oppo-
site to a needle head, in an outer mold of a contour
corresponding to exterior contours of the outer sy-
ringe barrel and of an outer syringe nozzle, charac-
terized inthataneedleis keptin aregion correspond-
ing to a needle head and the needle rear end oppo-
site to a needle head is pressed to the concave por-
tion of the inner mold so as to prevent a material to
be injection molded from flowing into a capillary of
the needle through the needle rear end.

Claims

1.

A method for molding a needle-equipped syringe
barrel (1) by arranging

an inner mold (520) of a contour corresponding to
an interior contour of the inner syringe barrel (11), in
which a concave portion is formed at a tip portion
thereof to hold a needle rear end (122) opposite to
a needle head (121), in

an outer mold of a contour corresponding to exterior
contours of the outer syringe barrel (1) and of an
outer syringe nozzle (113),

characterized in that

a needle (12) is kept in a region corresponding to a
needle head (121) and the needle rear end (122)
opposite to a needle head (121) is pressed to the
concave portion of the inner mold (520) so as to pre-
vent a material to be injection molded from flowing
into a capillary of the needle (12) through the needle
rear end (122).
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